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DETAILED ACTION 
Specification 

1 . The amendment filed on 08/1 2/2009 is objected to under 35 U.S.C. 1 32(a) 
because it introduces new matter into tlie disclosure. 35 U.S.C. 132(a) states tliat no 
amendment sliall introduce new matter into the disclosure of the invention. The added 
material which is not supported by the original disclosure is as follows: "In this document 
the term "chair bend shall mean a structure that has two parallel, elongated sheets of 
metal extending out on either side joined by a cross member with the angle between 
either sheet and the cross member being at least 45 degrees". 

Applicant is required to cancel the new matter in the reply to this Office Action. 

Claim Rejections - 35 USC §112 

2. The following is a quotation of the first paragraph of 35 U.S.C. 112: 

The specification shall contain a written description of the invention, and of the manner and process of 
making and using it, in such full, clear, concise, and exact terms as to enable any person skilled in the 
art to which it pertains, or with which it is most nearly connected, to make and use the same and shall 
set forth the best mode contemplated by the inventor of carrying out his invention. 

3. Claims 1 and 14 are rejected under 35 U.S.C. 112, first paragraph, as failing to 
comply with the written description requirement. The claim(s) contains subject matter 
which was not described in the specification in such a way as to reasonably convey to 
one skilled in the relevant art that the inventor(s), at the time the application was filed, 
had possession of the claimed invention. The amendment to the claims filed on 
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08/1 2/2009 contains a definition of "chair-shaped" which is not found in the 
specification. 

Response to Arguments 

4. Applicant's arguments filed on 08/12/2009 have been fully considered but they 
are not persuasive. Applicant has stated that the amendment of 8-12-2009 does not 
contain new matter; the Examiner asserts that the chair shaped definition set forth by 
Applicant cannot be gleaned purely from the existence of the components and that L- 
shaped is not art recognized to be 45-135 degrees. Applicant did not provide 
lexicography of this kind in the original specification. 

5. Applicant submits (in the response of 8-1 2-2009, page 9), in regard to the 
previous rejection under 35 U.S.C. 112, that "chair" shape is a structure that has two 
parallel sheets of metal with a cross member and the angle between any of the sheet 
and cross member is at least 45 degrees. It still fails to particularly point out and 
distinctly claim the subject matter. The definition of "chair" shape provided by the 
applicant can be read on a "H" shape. 

6. Examiner also does not concur with applicant in regard to "L" shape because "L" 
shape only refers to an angle of 90 degrees. 

7. In regard to claims 1 and 14, rejection under 35 U.S.C. 103(a), Lipp illustrates 
[see fig. 13 on page 4 of office action by the examiner mailed on 02/12/2009] a first "L" 
shaped bend and a "chair" shaped second bend [the figure shows that the bottom two 
bends form a chair bend with two parallel lines and one cross member]. Also, Lipp in 
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view of Bachhofer discloses lielical welding of a circular metal tank. The welding of 
Bachhofer is a leak-tight welding, because welding of two metal pieces blocks off any 
liquid flow through the welded joint. 

8. Examiner is withdrawing the second rejection of the claims under 35 U.S.C. 
103(a) as being unpatentable over Lipp in view of Johnson. 

Claim Rejections - 35 USC § 103 

9. The following is a quotation of 35 U.S.C. 1 03(a) which forms the basis for all 

obviousness rejections set forth in this Office action: 

(a) A patent may not be obtained though the invention is not identically disclosed or described as set 
forth in section 102 of this title, if the differences between the subject matter sought to be patented and 
the prior art are such that the subject matter as a whole would have been obvious at the time the 
invention was made to a person having ordinary skill in the art to which said subject matter pertains. 
Patentability shall not be negatived by the manner in which the invention was made. 

10. Claims 1-6, 8-14, 16-19 and 21-26 are rejected under 35 U.S.C. 103(a) as being 
unpatentable over Lipp (US 3,863,479), in view of Bachhofer (DE 19939180; and 
DERWENT English Abstract). 

As to claim 1, Lipp discloses: 

A method for manufacturing a circular metal tank (Lipp, abstract, "A machine for 
producing a large diameter tube from strip sheet metal material comprises a frame"), 
comprising: 

a) providing an elongated sheet of metal (Lipp, column 1 , line 5, "from a sheet- 
metal strip coiled on a feed reel"); 
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b) bending said sheet of metal along an upper longitudinal edge thereof to 
produce a first "L-shaped" bend (Lipp, Figs. 8-13, upper edge is bent "L-shaped" to 
produce first bend); 

c) bending said sheet of metal along a lower longitudinal edge thereof to produce 
a second "chair-shaped" bend, wherein the term "chair-shaped" means a structure that 
has two parallel, elongated sheets of metal extending out on either side ioined bv a 
cross member with the angle between either sheet and the cross member being at least 
45 degrees (Lipp, Figs. 8-13, lower edge is also bent to produce second bend; the 
bottom two bends form a chair bend with two parallel lines and one cross member); 



d) moving said sheet of metal in a helical trajectory such that said second bend 
comes into proximity above said first bend (Lipp, column 1, lines 25-27, "supporting 
rollers carried by the frame and disposed on a helix at a distance from the bottom end of 
the frame". In Fig. 20, Lipp discloses that the helically situated rollers 7 support the 
sheet metal strip moving up helically and as the metal strip moves helically, the first 
bend comes in contact with second bend. Also see Fig. 6, which shows the sheet metal 




Second bend, 
chair bend 



Ftg.f3 
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strip being supported by rollers 7. Also see Figs. 14, which shows the second bend 
comes into proximately above the first bend); 
Lipp fails to disclose: 

e) welding said second bend to said first bend to form a wall of said tank, said 
wall having a continuous, leak-tight helical weld: Lipp only teaches a continuous helical 
wall where the edges are folded (Lipp, Fig. 18). 



Bachhofer, Fig. 3b, welding 
of a helical folded edge for 
more stability 



3^1 



Lipp, Fig. 18, 
Roller Track 



3-^1 
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Fig. 3 b 



However, Bachhofer discloses (DEI 99391 80 DERWENT Abstract, title, lines 7-10) a 
cylinder container tank formed by sheet strip and the sheet strip is spirally formed where 
the edges are bent out at the butt line to be welded together. Bachhofer also discloses 
(Fig. 3a and Fig. 3b) that the welding (Fig. 3b) is done to the joint after the edges are 
folded (Fig. 3a) together. Bachhofer explains that the welding is done to provide stability 
(English Abstract, title, lines 7-10). It would have been obvious for one having ordinary 
skill in the art at the time the invention was made to further weld the folded joint (Lipp, 
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Fig. 18), as suggested by Bacliliofer (Bachhofer, Fig. 3b) in order to provide more 
stability to the joints (sinown in figure 18 above) in a circular metal tanl< of Lipp. 

The welding of Bachhofer is a leak-tight welding, because welding of two metal 
pieces blocks off any liquid flow through the welded joint. 

wherein said first and second bends cooperate to form a helical roller track on an 
outside of said tank (Lipp, Fig. 18, first and second bend is folded to provide a roller 
track that rests on support rollers 7 in Fig. 20): and 

wherein said tank is supported on a plurality of rollers (Lipp, Fig. 20, support 
rollers 7 engage the roller track of Fig. 18) that engage said roller track: 

and wherein said tank is rotated about its longitudinal axis on said rollers (Lipp, 
column 6, lines 46-51, "... supporting rollers ... supporting the tube at a fold therein, 
said helical path and said tube supported thereon having substantially vertical 
longitudinal axes" Here said 'fold' is shown in Fig. 18 above, 'supporting rollers' 7 are 
shown in Figs. 1 and 20) such that said tank moves upwards as said sheet of metal is 
welded to bottom thereof (Lipp. column 1, line 16, "... produced from the ground up"). 
As to claim 2, Lipp discloses: 

wherein said elongated sheet of metal is a coiled sheet of metal which is decoiled 
prior to said bending steps (Lipp, column 1 , line 5, "from a sheet-metal strip coiled on a 
feed reel"; also see Fig. 1, reel 83 that holds the coiled metal sheet). 
As to claim 3, Lipp discloses: 
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wherein said first bend is an "L" bend and said second bend is a chair bend 
(Lipp, Fig. 13, the first bend on the top edge is an "L" bend and first two bends at the 
bottom edge is the second bend is a chair bend). 



As for claim 4, Lipp discloses: 

wherein said metal sheet is corrugated before it said welding step (According to 
Random House Dictionary, © Random House, Inc. 2006, corrugate means "to draw or 
bend into folds". Lipp discloses that the metal sheet is first corrugated or bent into folds 
before welding; column 5, line 66 - column 6, line 3, "The strip path within the profiling 
station 15 is so devised that the edges of the strip are bent as shown in FIGS. 8 to 13 
while the part of the strip situated therebetween is at the same time bent according to 
the diameter of the tube under production.") 
As to claim 5, Lipp discloses: 

wherein prior to said welding step adjacent portions of said first and second 
bends are gross positioned and then fine positioned (Lipp, Figs. 14-18, before welding. 




Second bend, 
chair bend 
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the first and second bends are first gross positioned and then folded into fine 
positioned). 

As to claim 6, Lipp discloses: 

wherein at least one of said rollers is motorized (Lipp, Column 8, lines 12-14, "at 
least one supporting roller is provided with a drive comprising a steplessly variable drive 
motor") and said tank and said metal sheet are moved bv means of said motorized roller 
(column 2, lines 6-10, "To assist the profiling and folding station drive motors, at least 
one of the supporting rollers may be provided with a drive comprising an infinitely 
controllable motor, so that there may be more than two motors to raise the silo 
helically"). 

As to claim 8, Lipp discloses: 

wherein said first bend forms an angle of between 45 and 135 degrees with a 
body of said metal sheet (Lipp, Fig. 13, the first bend on the top edge is an "L" bend. "L" 
forms an angle of 90 degrees). 
As to claim 9, Lipp discloses: 

wherein said first bend has a width of 5 mm to 100 mm (Lipp, Fig. 19 and column 
6, lines 33-39, discloses in the graph of Fig. 19 that all the bends (which includes first 
and second bends as explained above) in Figs. 13 and 18 are in the range between 
10mm-50mm). 

As to claim 10, Lipp discloses: 

wherein a width of a horizontal portion of said second bend is between 5 mm to 
100 mm (Lipp, Fig. 19 and column 6, lines 33-39, discloses in the graph of Fig. 19 that 
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all the bends (which includes first and second bends as explained above) in Figs. 13 
and 18 are in the range between 10mm-50mm). 
As to claim 11, Lipp discloses: 

wherein a width of a vertical portion of said second bend is between 5 mm to 150 
mm (Lipp, Fig. 19 and column 6, lines 33-39, discloses in the graph of Fig. 19 that all 
the bends (which includes first and second bends as explained above) in Figs. 13 and 
18 are in the range between 10mm-50mm). 
As to claim 12, Modified Lipp discloses: 

wherein a top of said tank is cut so as to create an upper circumferential edge 
which is parallel to the ground (Bachhofer, Fig. 1 , where the top of the tank is cut to 
parallel to the ground). 
As to claim 13, Lipp discloses: 

wherein a bottom of the tank is cut during operation to create a lower 
circumferential edge which is parallel to the ground (Lipp, column 6, lines 25-26, "As 
soon as this has been reached, the tube is cut off level at the bottom"). 
As to claim 14, Lipp discloses: 

A system for manufacturing a circular metal tank (Lipp, abstract, "A machine for 
producing a large diameter tube from strip sheet metal material comprises a frame"), 
comprising: 

(a) a decoiler for decoiling a coiled sheet of metal (Lipp, claim 14, reel winch for 
unwinding the sheet metal strip from reel 83, "a reel winch is provided for unwinding the 
feed reel"); 
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(b) a bender/corruqator for introducing a first "L-shaped" bend along an upper 
longitudinal edge of said metal sheet and a second "chair-shaped" bend along a second 
longitudinal edge of said metal sheet, said "chair-shaped" bend having a structure that 
has two parallel, elongated sheets of metal extending out on either side ioined bv a 
cross member with the angle between either sheet and the cross member being at least 
45 degrees (Lipp. Figs. 1 and 2, profiling station 15. Also, column 3, lines 17-20, "The 
rollers of the profiling station 15 are so constructed and disposed that the side edges of 
a sheet-metal strip are bent as shown in FIGS. 8 - 13."; the top bend is "L-shaped" ; also 
the bottom two bends form a chair bend with two parallel lines and one cross member); 



(c) a support system having rollers, for moving said metal sheet along a helical 
traiectorv. supporting said tank and for rotating said tank about its longitudinal axis as 
said metal sheet is added to a bottom edge of said tank (Lipp, column 1 , lines 25-27, 
"supporting rollers carried by the frame and disposed on a helix at a distance from the 
bottom end of the frame". In Fig. 20, Lipp discloses that the helically situated rollers 7 
support the sheet metal strip moving up helically and as the metal strip moves helically. 



First bend, 
"L" bend 




Second bend, 
chair bend 
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the first bend comes in contact with second bend. Also see Fig. 6, which shows the 
sheet metal strip being supported by rollers 7. Also see Figs. 14-18, which show the first 
bend in contact with second bend); 

(d) a welding positioner for positioning said second bend proximate and above 
said first bend (Lipp, Figs. 1 and 4, folding station 53 is taken to be welding positioner. 
Also see column 4, lines 48-49, "The folded joints shown in FIGS. 14 - 18 are produced 
at the folding station 53." The sheet metal edges are first bent, Figs. 8-13, and then the 
bends are folded, figs. 14-18, in order to position second bend in proximate and above 
first bend); 

Lipp fails to disclose: 

(e) a welder for welding said first and second bends together to form a circular 
wall of said tank: Lipp only teaches a continuous helical wall where the edges are folded 
(Lipp, Fig. 18). 



Bachhofer, Fig. 3b, welding 
of a helical folded edge for 
more stability 



21 
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Lipp, Fig. 18, 



3-^1 
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However, Bach hofer discloses (DEI 99391 80 DERWENT Abstract, title, lines 7-10) a 
cylinder container tank formed by sheet strip and the sheet strip is spirally formed where 
the edges are bent out at the butt line to be welded together. Bachhofer also discloses 
(Fig. 3a and Fig. 3b) that the welding (Fig. 3b) is done to the joint after the edges are 
folded (Fig. 3a) together. Bachhofer explains that the welding is done to provide stability 
(English Abstract, title, lines 7-10). It would have been obvious for one having ordinary 
skill in the art at the time the invention was made to further weld the folded joint (Lipp, 
Fig. 18), as suggested by Bachhofer (Bachhofer, Fig. 3b) in order to provide more 
stability to the joints (shown in figure 18 above) in a circular metal tank of Lipp. 

The welding of Bachhofer is a leak-tight welding, because welding of two metal 
pieces blocks off any liquid flow through the welded joint. 

wherein said first and second bends cooperate to form a helical roller track on an 
outside of said tank (Lipp, Fig. 18, first and second bend is folded to provide a roller 
track that rests on support rollers 7 in Fig. 20); 

and wherein said tank is supported on said rollers that engage said roller track 
(Lipp, Fig. 20, support rollers 7 engage the roller track of Fig. 18). 
As to claim 16, Lipp discloses: 

further comprising a welding pre-aligner for gross positioning said first and 
second bends before said first and second bends are positioned bv said welding 
positioner (Lipp, Figs. 14-18, before welding, the first and second bends are first gross 
positioned and then folded into fine position by folding station 53 of Fig. 4. Thus folding 
station is taken to be a welding pre-aligner). 
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As to claim 17, Lipp discloses: 

wlierein said first bend is an "L" bend and said second bend is a cliair bend 
(Lipp, Fig. 13, the first bend on the top edge is an "L" bend and first two bends at the 
bottom edge is the second bend is a chair bend). 



First bend, 
"L" bend 




As to claim 18, Lipp discloses: 

wherein said bender/corruqator additionally corrugates said metal sheet 
(According to Random House Dictionary, ©Random House, Inc. 2006, corrugate 
means "to draw or bend into folds". Lipp discloses that the metal sheet is first 
corrugated or bent into folds before welding; column 5, line 66 - column 6, line 3, "The 
strip path within the profiling station 15 is so devised that the edges of the strip are bent 
as shown in FIGS. 8 to 13 while the part of the strip situated therebetween is at the 
same time bent according to the diameter of the tube under production.") 
As to claim 19, Lipp discloses: 

wherein at least one of said rollers is motorized (Lipp, Column 8, lines 12-14, "at 
least one supporting roller is provided with a drive comprising a steplessly variable drive 
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motor") and said tank and said metal sheet are moved by means of said motorized roller 
(column 2, lines 6-10, "To assist the profiling and folding station drive motors, at least 
one of the supporting rollers may be provided with a drive comprising an infinitely 
controllable motor, so that there may be more than two motors to raise the silo 

helically"). 

As to claim 21, Lipp discloses: 

wherein said first bend forms an angle of between 45 and 135 degrees with a 
bodv of said metal sheet (Lipp, Fig. 13, the first bend on the top edge is an "L" bend. "L" 
forms an angle of 90 degrees). 
As to claim 22, Lipp discloses: 

wherein said first bend has a width of 5 mm to 100 mm (Lipp, Fig. 19 and column 
6, lines 33-39, discloses in the graph of Fig. 19 that all the bends (which includes first 
and second bends as explained above) in Figs. 13 and 18 are in the range between 
10mm-50mm). 

As to claim 23, Lipp discloses: 

wherein a width of a horizontal portion of said second bend is between 5 mm to 
100 mm (Lipp, Fig. 19 and column 6, lines 33-39, discloses in the graph of Fig. 19 that 
all the bends (which includes first and second bends as explained above) in Figs. 13 
and 18 are in the range between 10mm-50mm). 
As to claim 24, Lipp discloses: 

wherein a width of a vertical portion of said second bend is between 5 mm to 150 
mm (Lipp, Fig. 19 and column 6, lines 33-39, discloses in the graph of Fig. 19 that all 
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the bends (which includes first and second bends as explained above) in Figs. 13 and 
18 are in the range between 10mm-50mm). 
As to claim 25, Modified Lipp discloses: 

further comprising means for cutting a top of said tank so as to create an upper 
circumferential edge which Is parallel to the ground (Bachhofer, Fig. 1 , where the top of 
the tank is cut to parallel to the ground. Thus there is a mean for cutting the top of a 
tank. In any event, it would have been obvious for one having ordinary skill in the art at 
the time the invention was to incorporate a mean to cut the top part, otherwise the tank 
will indefinitely move up helically.) 
As to claim 26, Lipp discloses: 

further comprising means for cutting a bottom of the tank to create a lower 
circumferential edge which is parallel to the ground (Lipp, column 6, lines 25-26, "As 
soon as this has been reached, the tube is cut off level at the bottom". Thus there is a 
mean for cutting the bottom of a tank.) 

1 1 . Claims 7 and 20 are rejected under 35 U.S.C. 103(a) as being unpatentable over 
Lipp (US 3,863,479), in view of Bachhofer (DE 19939180) as applied to claim 1 (for 
claims 7) or to claim 14 (for claim 20) above, and further in view of McFatter (US 

4,121,747). 

As to claims 7 and 20, Modified Lipp fails to disclose: 

wherein said metal sheet is made of one of aluminum, galvanized steel, stainless 
steel, carbon steel . Modified Lipp does not disclose what kind of metal strip is used for 
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welding in the manufacturing of the metal tank. However McFatter discloses a storage 
tank construction procedure, where the coiled strip metal is a strip steel (McFatter, 
column 2, lines 43-44, "... typically strip steel...") and the tank is constructed helically 
where the upper and lower edges are welded. It would have been obvious for one 
having ordinary skill in the art at the time the invention was made to use a steel strip in 
manufacturing a modified circular metal tank of Lipp as such is an art recognized 
metallic sheet for making a welded helical tank as exemplified in the teachings of 
McFatter. 

12. Claim 15 is rejected under 35 U.S.C. 103(a) as being unpatentable over Lipp (US 
3,863,479), in view of Bachhofer (DE 19939180) as applied to claim 1 above, and 
further in view of Kelly (US 3,838,496). 
As to claim 15, Modified Lipp fails to disclose: 

The svstem according to claim 14. further comprising a vertical coil seam welder for 
butt-welding an end of a first coiled metal sheet to an end of a second coiled metal 
sheet before said metal sheet pass through said bender/corruoator. 
However, Kelly discloses a welding apparatus and method for welding an elongated 
seam between adjacent meal plates. Kelly teaches, column 3, lines 59-62, "[tjhe 
welding apparatus 10 is a vertical seam welder useful in the erection of storage tank 
sheels and the apparatus is illustrated in its operative position on such a tank shell." 
Vertical seam welder 10 is illustrated in Kelly's Fig. 1 . It would have been obvious for 
one having ordinary skill in the art at the time the invention was made to incorporate 
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Kelly's vertical seam welder in Lipp's apparatus, before the sheet metal enters the 
profiling station 15 (taken to be bender/corrugator) where the edges of the sheet metal 
is bent, because this would provide Lipp's apparatus a continuous feed of sheet metal 
by vertically seam welding end of a sheet metal strip with a new sheet metal as 
suggested by Kelly. 



Conclusion 

13. THIS ACTION IS MADE FINAL. Applicant is reminded of the extension of time 
policy as set forth in 37 CFR 1 .136(a). 

A shortened statutory period for reply to this final action is set to expire THREE 
MONTHS from the mailing date of this action. In the event a first reply is filed within 
TWO MONTHS of the mailing date of this final action and the advisory action is not 
mailed until after the end of the THREE-MONTH shortened statutory period, then the 
shortened statutory period will expire on the date the advisory action is mailed, and any 
extension fee pursuant to 37 CFR 1 .136(a) will be calculated from the mailing date of 
the advisory action. In no event, however, will the statutory period for reply expire later 
than SIX MONTHS from the mailing date of this final action. 

Any inquiry concerning this communication or earlier communications from the 
examiner should be directed to MOHAMMAD YUSUF whose telephone number is (571) 
270-7487. The examiner can normally be reached on Monday-Friday 8:00AM-5:00PM. 
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If attempts to reach the examiner by telephone are unsuccessful, the examiner's 
supervisor, Dana Ross can be reached on (571 ) 272-4480. The fax phone number for 
the organization where this application or proceeding is assigned is 571-273-8300. 

Information regarding the status of an application may be obtained from the 
Patent Application Information Retrieval (PAIR) system. Status information for 
published applications may be obtained from either Private PAIR or Public PAIR. 
Status information for unpublished applications is available through Private PAIR only. 
For more information about the PAIR system, see http://pair-direct.uspto.gov. Should 
you have questions on access to the Private PAIR system, contact the Electronic 
Business Center (EBC) at 866-217-9197 (toll-free). If you would like assistance from a 
USPTO Customer Service Representative or access to the automated information 
system, call 800-786-9199 (IN USA OR CANADA) or 571-272-1000. 

/Dana Ross/ 

Supervisory Patent Examiner, Art Unit 3725 



/MOHAMMAD YUSUF/ 
Examiner, Art Unit 3725 



